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We, Pressed Steel Company Limited, a 
British Company of Cowley, in the Ckyi and 
County of Oxford, do hereby declare the mr 
vention, for which we pray that a patent may 
be granted to us, and the mediod by which 
it is to be perfoumed, to be particulaiiy des- 
cribed in and by the following statement: — 

This invention relates to reinforced flexible 
and Mow artides formed ftron plastics 
materials and havmg one or more open ends, 
and concerns pardculariy the production of 
such ardcles formed in one piece and having a 
specific surface pattern. 

The invention is api^cabl^ for example, 
to the production of seat covers formed in one 
piece and used to cover sprung and padd^ 
seat units. 

ITie object of the invention is to provide 
an iniproved process for the production of 
reinforced flexible and hollow articles having 
one or more open ends, farmed in one piece 
from polyvinyl chloride plastisols and organo- 
sols having a specific surface pattern. 
^ According to the invention, a layer of poly- 
vinyl chloride plastisol or oiganosol is formed 
by a dipping or spraying process on a shaped 
male mould having the required surface pat- 
tern in negative form on its surface, the layer 
is partially curoi, a layer of reinforcing fibres 
IS appHed to the first layer, a second layer of 
polyvinyl chloride plastisol or organosol is 
then formed by dipping or spraying in such a 
way that it bonds to the fir^ plastics layer 
and around die reinforcing fibres, the plastics 
layers are then fdly cured, and the formed 
article is removed from the mould and turned 
inside out. 

The surface pattern in negative form on 
the surface of the mould is thereby transposed 
in positive form on to the outer surface <rf 
the reinforced hoMow plastics article. 



Vo& reinforcing fibres are conveniently 
applied in the form of a woven or knitted socfc 
or sheath, and the fibres may be cotton, glass, 
or one of the other known reinforcing fibres. 

The mvention will now be dtesoibed by way 
of example, as applied to a process for the 
manufacture of a reinforced p.v.c. cover for a 
motor car seat squab. 

A metal male mould or former having the 
pattern which it is d^ired to apply to die 
squab cover produced on its surface in neg^^ 
tive form, is made by precisrcm casting, elec- 
tro-forming or simito techniques. The mouM 

or former is heated to a ten^erature of 80 

160^C in an air circulating oven; the pitdse 
temperature being determined by the p.iv.c. 
plastisol used and the coating thicfaiess re- 
quired, and the thermal capacity of the mould. 
TTie mould is then dij^ed into a suitable 
grade of p.v.c. plastisol so that all of the 
mould except its upper side is immersed in 
the plastisol; the dipping is performed quiddy 
enough to avoid an uneven coating but not so 
fast that air bid)bles are introduced To pre- 
vent runs the mould is 'fcft in the plastisol un- 
til its temperature has fallen to 45— 50^C. It 
is then withdrawn at a controlled speed, pie- 
determined by the viscosity of the plastisol, 
and at the correa withdrawal speed there is a 
minimum amount of plastisol Mt to drain off. 
It will be understood that due to the time the 
plastisol is maintained at an elevated tempera- 
ture, the layer of plastisol will be only parti- 
ally cured at this stage. 

Reinforcement m the form of a worcn or 
knitted cotton sock is then puMed ovw the 
coating. The dip coatii^ pirocedure is then re- 
peated giving a sandwidi construction with ±e 
reinforcement embedded in p.v.c. 

The mould and coating are heated to 170^ 
C for 10—15 ramuies, to fuse die layers of 
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p.v.c, give a compositB strQcture^ and fully 
cure the plabtisol die mould and osattng 
then cooled to 35— 50°C dther in air or by 
dipping in water and liis cover is removed 
frcm ^e mould and turned inside out. 

WHAT WE CLAIM IS:— 

1. A process for the production of re- 
inforced flexible and hollow articles having 
one or more open ends formed in one piece 
from polyvinyl chloride and having a specific 
surface pattern, in which a layer of polyvinyl 
chloride plastisol or organosol is formed by 
a dipping or spraying process on a shaped 
male mould having the required surface par- 
tem in negative form on its surface, the layer 
is partially cured, a layer of reinforcing fibres 
is applied to the first layer, a second layer of 



polyvinyl chbride jjlastisol or organosol is 
then formed by dipping or spraying in such a 
way that it bonds to the first plastics layer 
and around the reinforcing fibres, the plastics 
layers are then fully cured, and the formed 
article is removed from the mould and turned 
inside out. 

2. A process for the production of re- 
inforced flexible and hollow articles foimed^ in 
one piece from polyvinyl chloride and having 
a specSic surface pattern, substantially as here- 
inbefore described. 

T. M. CONNELLY, 
Chartered Patent Agpnt^ 
Agent for the Applicants. 
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